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Advanced Process Control Technologies
for Continuous Annealing Line and Galvanizing Line
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Synopsis:

Kawasaki Steel has constructed many facilities for 15 years to produce cold rolled products and galvanized products in
Mizushima Works and Chiba Works. To efficiently and stably produce high and uniform quality products, various new
control methods have been developed and applied to these new facilities. Especially, temperature control in a continuous
annealing line, zinc coating control in a continuous galvanizing line or paint coaling control in a multi-purpose coating line
and tension control to achieve stable processing are the most advanced technologies and are introduced in this paper.

O, IEERRA A E UL (83% IRV TR 10 s)
(2) PPN AT 1 MR LT, a— i Hia T,

1 #

(]

HAL oy FE AR T H D 0V R A
TR TR 2 L A R 1L OIS A Az, Al Td ) WHEENAGR I MO,
BRSO W A Sy R Rgic k- T2 T g, WED 1980 TSIz g v, Hebih o wamidl , BTy B EASIES
15 IS 50 TARESEEEET . T IR LA ORI A 1B T E < KRN TNAAGT | ST RO T AN 5 = -2, BT
O AR I i A X R T B 4 TR S e ikdn T FIHLC B & S e = — TANE E - AR S FOLREER.
Ffoy MR A @i A D LTI Oy & CRUTO R ik T I PRGN A Z YR T B L < MR L7

BEL . R IIL CE S FOPTEYHINAEANTIHIEL T IR 350 B (SoitRIs, ¥R 2R~ 5 L7 2 T Fa—
E A UERE0 TN G B TR A B 80 ifu i kg lim T BT HD . 7O T b F o — RE, W A Bl
BTN TO 8 o & 35 UTROL NG . 7 LT 7 RN A EO PID 7 — KoYy 7 (FB) Ak ALEE B bR
SO FIR O VR0 TR B PE-— B —oTs e € F LS e HA G B TR RIS 2 L
WO T dH o F, MM EFLONANZ, TP Ty b Fa Tk

2 EimiEsE DR E Wiz g 5 mpb s A S e, RATRENS
CS-p-d- (dTS/dt) = dCG-o- (TS - TF) -ovvemerrs )]

FEEHE SIS kT B B BT DIBRGAE | BRI L v
VW, EMEEI . RN A & %J-Jr,gmln‘u flt s oM % DT 0SSk po RGN 0 B @CG D IRATAIILR
AT EEIIMELTHS. :U)fliliml'i‘\ff{i.’:ﬁﬂ'ﬁ“éhmfiu Rl Gl AT T ALy L, TS Niﬂ‘..‘; HN O I O

b PID 7 4 — Fa5e 2 Renn Ao . e —IRF
CUY MIFLE, Hbg ity (29 7y bF a7 DR AR OWEAESEEFRTEBL, o7 4 - 2EL DD 7§ —
o [ o B S s e T A TR B X

VLI 6 ) 2 R F ORI A L LT R 0 R e B A RS B

— 16—



{4l Py 3

BEREE & UREAEE S 1 2 O i e G & SR IR LA 247

Mo, 2 Heating
section

Preheating
section

Nu. 1 Heating  Caoling
section

section

o TUR
[f i “ Ao
v
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Fig. 3 System configuraticn of temperature control
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Fig. 4 Resull of temperature control
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